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OUTLETS.
Outlets are made in two ways principally, and may be soft sol-
dered to their places, riveted and soft soldered, or brazed after being
fixed in their positions, as the circumstances of the case may require.
In many kinds of work where outlets are necessary they are more
often soft soldered in place than brazed, but in marine work all are
brazed, excepting when they are worked out from the main pipe, and
can be of any size to suit the requirements of the work in hand. We
will suppose that in the example before us the pipe, Fig. 332, is 6
inches in diameter, and an outlet 3 inches in diameter is required at
the point V. A short piece of pipe to form the outlet, of the length
required, is cut to fit the pipe, the outlet being drawn a little taper-
ing at the bottom ; then the edges are rounded up smooth and free
from cracks, and a flange from y<z to ^ inch wide is laid off from the
edge, the flange being next fitted close to the main pipe. The hole in
the main pipe is cut out about % inch smaller than the hole is required
to be when finished, and a bur is worked out from the main pipe, as
shown at T, and made to stand up % inch inside the outlet when it is
placed on the pipe. Let the bur fit close and snug on the inside of
the outlet, and the outlet flange fit nicely down on the main pipe.
When the flange on the outside is fitted, clean the place it is to occupy
by the heating process, using the salt and water pickle before making
hot; also clean the outlet the same way. When this is done spread
an even coat of fine spelter on the flange of the outlet on the inside.
Fig. 333, letting it extend as far into the outlet as the bur of
the main pipe is likely to reach. Now take it to the fire, and run the
solder smooth all around the flange, giving it a coat of spelter all
around evenly. (This is to answer the same purpose that tinning
does when making soft-solder joints.) Cool it in clear water,
when the face of the flange should look like a piece of
clean sheet brass. Place it in position and wire it fast
to the main pipe. It may* now be brazed on the brick forge,
Fig. 334, by laying solder % inch wide, more or less, around the joint,
one-half of which should be on the outlet flange, the other on the